“Work Order ID 918200000 *04QRO* 0 e 


October-19-12 12:46:47 PM 


Item ID: D3391-013 2 | Ассерї *N annna n1 nn* Setup Start 


Revision ID: 
Item Name: Mid Tube Assembly 


Start Date: 10/18/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4* ; си їп 3? 


Reference: 
D ap M ： | ИУ; Run Start x * 
Approvals: Process Plan: ____ ГА _ Date 2-2 > Date. 7. N R 1 
: Sto 
ос. e _ Date & ж В *NIRIO* 
Sequence 1D/ ES "Operation ИС — Aool& Plan Accept Reject i Reject Insp. 
Work Center ID ; Description Qty Qty Number Stamp 
! Draw Nbr Revision Nbr = = | 
! 03391 | | | 
100 : se B mE 
; *4 nn* Skidtubes 
Skidtubes Memo Ed E жайган аллы, 
Skidtubes 7 —€ut tube to finish length as per Dwg 03391 7 


—e2-identify as D3391-013 


— Brill pilot holes using DT8796 (including 
saddie hole on one side only as per Dwg 


.375" exept for fwd saddle hole of detail 1 J q 
0 


"Remove .030" from Fwd iydexing Ridge as рег Dwg D3391 


" holes) and drill only 1 fwd 
39] 


—4aOpen saddles and GHW holes to 
m 


"Remove indexing ridgé on Fwd & Aft end of skidtube as per Dwg 03391 


Drill #30 р} holes using wearplate Jig DT8217 Identify 00.250" holes with 
paint markezZ 


““-Ореп wearplate holes of D3391-013 assembly detail section G-G to 00.250" 
(14 holes) as per Dwg D3391 and 2 holes in section Detail "J", do not open 
wearplate holes of section "J" 


"—F*Open wearplate holes of D3391-013 assembly detail section H-H to 
00.297" (20 holes) as per Dwg D3391 


ООА: 
NCR: Yes / No. WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming | Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT AULT CATEGORY eee 
Landing Gear General 
Е Bending Ш Bend |] Grain Ovalized Pressure/Forced 
Centre Not Concentric to O/S = BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
n Cracks S Ш Broken/Damaged Ш inspection Incomplete Part Incorrect Weld 
때 Crushed/Crimped. Ш Burrs BN Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Cuffs | | Contamination Ш Maintenance Part Moved 
a Heat Treat | Countersink Ш Mislabeled Positioned Wrong 
и Inspection Strip in Tube Ш Cut Too Short B Misread | Power Loss/Surge || Other 
E Ripples in Bend Ш Drill Holes Ш Offset 
Torque Waves in Extrusion Ш Drawing 될 Out of Calibration 
E Turning Sequence Ш Finish | Out of Sequence 


m Folio 


ШЕ Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


Ш Outside Dimensions 


oe 


. "Work Order ID 91852 
: October-19-12 12:46:47 PM 


*912! 


2 * Page 2 


p | “қ annnant nn* : ЕТЕ чый | «NO 4 * 


Item ID: ж D3391-013 
. Revision ID: 


» Item Name: Mid Tube Assembly 0 3% М S 2 * 
Start Date: 10/18/12 Start Qty: 1.00 wq Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
VU ge ow 7 Е Run Start д * 
Approvals: Process Plan:  —ăč Date: | __ Tooling: 이이 eet ee) Datel a ns N R 1 
ы Sto 
QC: m Dat: —-— ^ SPC(YIN рае р *Мр2* 
Sequence ID/ Operation Set Up/ m < ToolID Tool# Plan Accept Reject Reject Insp. 
Work:Center ID Description Run Hours Code Qty Qty Number Stamp 
ar PES 
d k Ореп 375" holes to .438" ***do not open fwd saddle holes*** > (x Q- (o 24 


12- Locate electric step holes at 39.6875" from fwd end and drill using DT 9612 
13-Locate D3391-021 in D3391-023 at 9.00" (see view z-z) 

14- Transfer drill one fwd saddle hole only to .188" dia, transfer drill ali 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly 


tranfer drilled pilot holes in D3391-013/-011 to 0.438" dia. in D3391-011 


15- Transfer drill 2 wearplate holes into D3391-011 using DT8217, locating 
from two previusly drilled holes, drill remaining wearplate holes into D3391-011. 


16- Locating from two fwd wearplate holes drill remaining 6 wearplte holes in 
D3391-011 using DT8937 


17- Open 2 fwd wearplate holes in D3391-013 to .250" dia. 

18- counterbore two aft wearplate holes in D3391-011 as per dwg 
| i 19- Open 12 wearplate holes in D3391-011 to 0.297" dia. 
20- insert D3391-011 into D3391-13 
21- insert T-pins into first and third fwd saddle holes 


| i 23- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" 
as per 


i 24- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". 


ool. Date: (2 ШРИ К 


NCR: No WORK ORDER NON-CONFORMANCE / UPDATE mi А 
QA Closed: 


| | DISPOSITION AGAINST DEPARTMENT/PROCESS 
Work Order: 7, 52 / 


; | Rework Skid-tube Crosstube Water Jet Engineering 
Part No. D224/-0, 2) Scrap Machining Small Fab Prod. Eng. Coor. Quality 


Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 


NCR No. | ( / { | D i ) Work Order Update Large Fab Composite E Supplier 


FAULT (ATEGORY 227 


Landing Gear General 
N Bending | | Bend Ш Grain Ovalized Pressure/Forced 
| | Centre Not Concentric to O/S | BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
E Cracks Ш Broken/Damaged ГА Inspection Incomplete Part Incorrect Weld 
| Crushed/Crimped ШЕ Burrs (4 Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
E Cuffs Ш Contamination Ш Maintenance Part Moved 
Ш Heat Treat Ш Countersink Ш Mislabeled Positioned Wrong 
E Inspection Strip in Tube ш Cut Too Short | | Misread Power Loss/Surge Other 


Ш Ripples in Bend Ш Drill Holes Ш Offset 56 Ta, yg’ Юч} 


m Torque Waves in Extrusion NH Drawing Ш Out of Calibration 
ІШ Turning Sequence N Finish Ш Out of Sequence 
{ | Wave/Twist in Tube Ш olio и Outside Dimensions 


H:/FORMS/Quality A d QA/NCRWO Re 
/ /Quality Assurance\approve / L ёс. : ЖЕКЕ ФЕ TiS / С, Е 


~ Q6? Сот DUCE | DO CLE CHECK, / 


oF 


pia 


r 


Work Order ID 9182 — vá 
Ocióber-19-12 12:46:47 PM _ 91 око 


Раре 3 


Item ID: 
Revision ID: 
Item Name: Mid Tube Assembly 


D3391-013 | Accept *Nonnne лоп". Setup Start *NQ1 * 
Stop *NIG9* 


Start Date: 10/18/12 Start Qty: 1.00 ан ш Cust Itém ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4 * 
Reference: 
42-7. торе еше Е а Кип Start ж ж 
Approvals: Process Plan: B Date: ____ Tooling: _ pate | | N R 1 
Sto 

ос o Пав SPC(N: 0/00 рае _ ___ р *NR2* 
Sequence ID/ " Operation | mE Set Up/ ToolID — Tool& Plan | Accept Reject Reject Insp. 
Work Center ID Description Run Ho Code Qty Qty Number Stamp 

25- Deburr and blow out all chips from inside tube 
110 ㆍ ОС5- Inspect part completeness to step on W/O 
*110* ЕЕ Р 
ос Мето 
Quality Control N 
« 

120 Chemical Conversion Coat рег 051005 4.1 0.00 
*120* 
HandFinish Memo 0.00 7 
Hand Finishing 
130 QC7-Inspect Chemical Convefsion Coat 0.00 
*42N* 자 кы — - 
QC Memo 0.00 


Quality Control 


DOA: Date: Ж 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Smail Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root. Description of work order update Initial Action Sign & 
Cause Date | Step | Oty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT E FAUMTCATEGORY 0 O 
Landing Gear General 
E Bending Na Bend E Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S Ш BOM/Route m Hardware Over/Under tolerance Temperature/Cure 
| Cracks Е Broken/Damaged E Inspection Incomplete Part Incorrect Weld 
ue Crushed/Crimped. Ш Burrs u Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Е Cuffs Ш Contamination Ш Maintenance Part Moved 
N Heat Treat x Countersink М Mislabeled Positioned Wrong 
Ш inspection Strip іп Tube B Cut Too Short || Misread Power Loss/Surge hal Other 
Ш Ripples іп Bend Е Drill Holes и Offset 
Ш Torque Waves іп Extrusion m Drawing Em Out of Calibration 
a Turning Sequence E: Finish Ш Out of Sequence 


| Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


Ш Folio 


и Outside Dimensions 


с 


Work Order ID 91852 
ое 


*01852* 


Page 4 


Item ID: D3391-013 . Accept 


*Nonnnaninn* 5“ 


Start * * 
Revision ID: М S 1 
Item Name: Mid Tube Assembly Stop “* Ni с 2 ж 
Start Date: 10/18/12 Start Qty: 1.00 mds Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
dE Rc US E B Run Start д * 
Approvals: Process Plan: |. | | раё: _ . Tooling: а 때 N R 1 
Sto 
ОС: 2 Date: _ SPC (Y/N): M" i 3 * N R 2 * 
Sequence ID/ ~ Operation Tu бей Up, Su Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 
* 4 AQ* І Skidtubes 
Skidtubes Memo 0.00 З тга 
Skidtubes 1- Open holes to finish size as per dwg. 
2- Prepare for welding 
3- Bond web in place as рег Dwg 03391 & (251 015. 
жж Есуге Web Aligment ****** 
A/R Sikaflex Batch: 
Exp. date: 
150 ОС5- Inspect part completeness to step on W/O 0.00 
*450* --- --- 
QC Memo 0.00 


Quality Control 


DQA: Date: —— А 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Skid-tube Crosstube Water Jet Engineering 


Rework 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description: Date Verification QC inspector 


Doc/Data 
"В 
а | 
IE 
E 
i 
e | 
Unapproved мн Ht 


о ваютсатєво 0-00 CATEGORY 
Landing Gear General 
Ш Bending | | Bend Ш Grain Ovalized Pressure/Forced 
B Centre Not Concentric to O/S и BOM/Route а Нагамаге | Over/Under tolerance Temperature/Cure 
| Cracks | | Broken/Damaged и Inspection Incomplete Part Incorrect Weld 
Ш Crushed/Crimped. E Burrs | | Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs m Contamination Ш Maintenance Part Moved 
E Heat Treat E Countersink E Mislabeled Positioned Wrong 
E Inspection Strip in Tube Ш Cut Too Short a Misread Power Loss/Surge aN Other 
Ш Ripples іп Bend m Drill Holes N Offset 
Ш Torque Waves іп Extrusion Ш Drawing m Out of Calibration 
Bg Turning Sequence | | Finish Ш Out of Sequence 


Ш Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


и Folio 


Ш Outside Dimensions 


Work Order ID 91852 


*01Я52* 


Page 5 
October-19-12 12:46:47 PM 
Item ID: D3391-013 Accept ж ж Setu 
p Start * * 
Revision ID: N9nn00n401 nn | NS1 
Item Name: Мій Tube Assembly Stop ж М Q 9 * 
Start Date: 10/18/12 Start Qty: 1.00 *1 * Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
ㆍ E 7 Гл B Run Start x * 
Approvals: Process Plan: i Date Tooling: EE MA Date:  — ç — N R 1 
Sto 
Qc: Date SPC (Y/N): Date: " *NR2* 
Sequence ID/ Operation | Set Up/ Tool ID Тооі# Plan - Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 0.00 
*4 RN* Skidtubes ` 
Skidtubes — - Memo 0.00 Е 
Skidtubes 1-Weld crossbolt spacer as per dwg D3391 & QSI 004 
A/R ALUM Batch: 
2-grind weld flush 
3- Transfer drill electric step pilot holes only from D3391-013 into D3391-015 
4- Open elecrtic step holes 0.391"per dwg D3391 (section L-L) 
5- Open elecrtic step holes 0.297"per dwg D3391 (section M-M) 
6- Open elecrtic step holes 0.250" per dwg D3391 (section LL-LL) 
170 QC10- Inspect visual per QSIO04- ground welds 0.00 
*170* e 
QC Memo 0.00 


Quality Control 


| ; DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: ^. Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 
Work Order: 


Skid-tube Crosstube Water Jet Engineering 


Rework 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging ' Other 
NCR No. Work Order Update | Large Fab Composite Supplier 


| Root Description of work order ТЕУ Initial Action Sign & 
| Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT |20222 FAUTCATEGORY ‘i | 
Landing Gear General 
Ш Bending B Bend i Grain | Ovalized Pressure/Forced 
gl Centre Not Concentric to O/S Е BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
B Cracks Ш Broken/Damaged Ш Inspection Incomplete Part Incorrect Weld 
Е Crushed/Crimped. a Burrs и Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs | | Contamination m Maintenance Part Moved 
Е Неаї Тгеаї Ш Countersink || Mislabeled | Positioned Wrong 
E Inspection Strip in Tube - Е Cut Too Short и Misread Power Loss/Surge ш О{һег 
ІШ Ripples in Bend E Drill Holes E Offset 
Е Torque Waves in Extrusion | Ш Drawing и Out of Calibration 
| Turning Sequence Е Finish a Out of Sequence 


Ш Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


E Folio 


Е Outside Dimensions 


October-19=12 12:46:47 PM 


91852* tet 


Item ID: D3391-013 Accept 


* * Setup Start * * 
Revision ID: N9NNN40100 NS1 
Item Name: Mid Tube Assembly Stop * М Q ? * 
Start Date: 10/18/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 | *4 * Customer: 
Reference: 
7 ~ mE “с m Run Start қ * 
Approvals: Process Plan: . Date: .  ... Tooling: BEEN Date: — | |. N R 1 
| Sto 
Qc: _ | Date: SPC (Y/N): А Date:_ P *N R 2х 
Sequence ID/ Operation Е Set Up/ С ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 ОС5- Inspect part completeness to step on W/O 0.00 
*1820* mE 
QC Memo 0.00 І | 
Quality Control 
185 Pressure Wash per QSI005 4.3 0.00 
*1R8R* 
HandFinish Memo 0.00 T 
Hand Finishing AND REALODINE AS PER PAR09-043 
190 | White Gloss(Ref:4.3.5.1) per О$1005 4.3-Alum 0.00 
*4QN* | _ 
Powdercoat Memo 0.00 7 
Powder Coating 
` START TIME: 
OVEN TEMPERATURE: 


FINISH TIME: 


DQA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 
Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 


Supplier 


Work Order: 
Rework Skid-tube 
Part No. Scrap Machining 
Use-as-is Thermoforming 
Work Order Update Large Fab 


Crosstube 
Smail Fab 
Finishing 
Composite 


ED OTe ee Re LED Re АЕННАН E E NEE EEL eg жынға қы сан жалық нана ан ee 에이 내 이 E NT CF з, шг 오차 그 NS ee ge eg ee р 


Landing Gear 


Ш Bending 


Е Centre Not Concentric to 0/5 


ЕЕ Cracks 

an Crushed/Crimped. 

E Cuffs 

ш Heat Treat 

a Inspection Strip in Tube 
Ш Ripples in Bend 

Ш Torque Waves in Extrusion 
E Turning Sequence 

Nm Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
Ш Bend 
| |BOM/Route 
Ш Broken/Damaged 
Ш Burrs 
a Contamination 
E Countersink 
| [Cut Too Short 
Ш Drill Holes 
Е Drawing 
| [Finish 
Ш Folio 


FAULT CATEGORY 


Ш Grain 
Ш Hardware 


Ш inspection Incomplete 

| | Instructions Incomplete/Unclear 
E Maintenance 

| Mislabeled 


Ш Misread 
| Offset 


Ш Out of Calibration 
| Out of Sequence 
B Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


Work Order ID 01852 
October тд da 12° 46: 6 РМ 


ЕЕ 


Page 7 


аген 


Item ID: D3391- 013 ~*Nannn4an1 вв” зені Start *NQS 1 * 
Revision ID: * 

Item Name: Mid Tube Assembly Stop Ж N с 9 * 
Start Date: 10/18/12 Start Qty: 1.00 *4 * Cust Item ID: 

Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 

Reference: 
ааш ы “укм е uu eae LI wg Run Start Ж * 
Approvals: Process Plan: — с Date: Tooling: PT Date: _ _ __ М R 1 

Sto 
QC: _ Date: | SPC (Y/N): Dates __ Pox NR2* 

Sequence ID/ Operation Set Up/ Тор Tool£ Plan - Accept ㆍ Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
200 QC3- Inspect Part Finish 0.00 

*ОГ\С\* 

QC Memo 0.00 

Quality Control 

230 0.00 

ҡо ә n * HandFinishing 

HandFinish Memo 0.00 

Hand Finishing 1- press fit D3591-1 spacers using DT9416 starting from 0.500" side 

2- Install inserts 

240 ОС5- Inspect part completeness to step on W/O 0.00 

*2A0* seas 

QC Memo 0.00 

Quality Control Inspect thread of each insert using DT8821 


| ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


ОА Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT Ы 222222222222 FAUTCATEGORY 2 2222 
Landing Gear General 
а Вепаіпе Ш Вела Е Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S | BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
E Cracks Е Broken/Damaged | Inspection Incomplete Part Incorrect Weld 
ІШ Crushed/Crimped. | Виггѕ | Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
g Cuffs || Contamination ui Maintenance Part Moved 
|| Heat Treat Ш Countersink Ш Mislabeled Positioned Wrong 
EE Inspection Strip in Tube E Cut Too Short Ш Misread Power Loss/Surge | Other 
| Ripples in Bend ' | Drill Holes Nm Offset 
Ш Torque Waves in Extrusion 8 Drawing m Out of Calibration 
m Turning Sequence и Finish E Out of Sequence 


Ш Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| Folio 


m Outside Dimensions 


Work Order ID 91852 
October-19-12 12:46:47 PM 


*04852* 


Item ID: D3391-013 


Page 8 


Accept * * Setup S 
p Start * * 
ка. | Nonanantnn* . NS1 
Item Name: Mid Tube Assembly Stop Жж М Q Ры 
Start Date: 10/18/12 Start Qty: 1.00 에즈 Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
15522 BEEN 000 Run Start д * 
Approvals: Process Plan: _ Date: Tooling: M Date: — . — N R 1 
: 5 ы Stop 
ac: Date: _ SPC (Y/N): Date: m | * М R 2 * 
Sequence ID/ Operation | E ЕСІ Up. ^ ToolID Тооі# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
250 0.00 
ҡо R(* HandFinishing 
HandFinish Menio 0.00 3 - 
Hand Finishing Assemble as per dwg D3391 
260 ОС5- Inspect part completeness to step on W/O 0.00 
ЫР Ы | 
Qc _ Memo 0.00 
Quality Control 
270 Identify as per dwg & Stock Location: 0.00 
*97N* 
Packaging Memo 0.00 te We i 
Packaging 


DQA: Date: 


NCR: Yes / No | WORK ORDER NON-CONFORMANCE / UPDATE | . 
QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small! Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step б. or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT AULT CATEGORY ee 
Landing Gear General 
Ш Bending NH Bend Ш Grain Ovalized Pressure/Forced 
ІШ Centre Not Concentric to 0/5 и BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
Ш Cracks а Broken/Damaged E Inspection Incomplete Part Incorrect Weld 
N Crushed/Crimped. Ш Burrs E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs N Contamination Ш Maintenance Part Moved 
H Heat Treat E Countersink gm Mislabeled Positioned Wrong 
Ш Inspection Strip in Tube E Cut Too Short E Misread Power Loss/Surge a Other 
E Ripples in Bend E Drill Holes и Offset 
Ш Torque Waves in Extrusion a Drawing E Out of Calibration 
Ш Turning Sequence an Finish Ш Out of Sequence 


Ш Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


| {Folio 


m Outside Dimensions 


Work Order ID 91852 


*01R52* 


Page 9 


Accept 


* * 

в NO900040100* Sep Sart рус * 
Revision ID: 
Item Name: Mid Tube Assembly Stop ж М с 2 ж 
Start Date: 10/18/12 Start Qty: 1.00 wq Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
m E 77 с 06 Run Start Ж * 
Approvals: Process Plan: __ Date Tooling: Date = М R 1 

Stop 
Qc: T Date SPC (Y/N): |... Date "E * N R 2 * 
Sequence ID/ Operation БЕСІ Up/ DT © ToolID  Tool& Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
280 QC21- Final Inspection - Work Order Release 0.00 
*ORN* UNTEN 오이. 
QC Memo 9.00 о 2. 
Quality Control і > wA =e 
M C 


ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE . 
QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT 222777 жиштсатевову O O 
Landing Gear General 
Е Bending Вепа E Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S Е BOM/Route Е Hardware Over/Under tolerance Temperature/Cure 
Ш Cracks Ш Broken/Damaged @ Inspection Incomplete Part Incorrect Weld 
a Crushed/Crimped. E Burrs || Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs a Contamination E Maintenance Part Moved 
E Heat Treat n Countersink Ш Mislabeled Positioned Wrong 
mE Inspection Strip in Tube М Cut Too Short Ш Misread Power Loss/Surge Е Other 
Ш Ripples іп Bend a Drill Holes | Offset 
Ш Torque Waves іп Extrusion Е Drawing i Е Out of Calibration 
E Turning Sequence Ш Finish ie Out of Sequence 


a Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| [Folio 


E Outside Dimensions 


Picklist Print 
October-19-12 12:46:47 PM 


91852 
D3391-013 
Mid Tube Assembly 


Work Order ID: 
Parent Item: 


Parent Item Name: 


IPP A05.12.13New IssueEC 

ІРР B06.02.09Dwg rev.D ЕС 

IPP Rev:06-03-28 Update Manufacturing Instructions 
EC 

IPP КеуЕ ECN 1056 07-11-13 DD verified by: EC 


Comments: 


IPP Rev:F 08-07-28 chg 0.332" to 0.391" dim. hole in comment DD verified by:EC 


IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified by:EC 


Page 1 


Start Date: 10/18/12 
Start Qty: 1.00 


JLMIPP rev D 07.03.14 dwg Rev F 


Required Date: 11/09/12 
Required Qty: 1.00 


IPP Rev:H 08-09-10 revH as per dwg DD verified by:EC ІРР геу Ј 10.03.30 revised process, 
added D3391-015 to pick list EC verified: DD 
Component Item ID/ Replacement — Mfg/ Bin Primary Last Route Unitof Qtyon Qtyper Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location SeqID | Measure Hand Qty Issued Issued 
ALS4-1032-130 ——— = Purchased No 2580 Each 3,041.0000 26 ЕЕ) 
Insert —€— = 
Location Loc Oty Loc Code 
279 2652 _ 
122763 2652 
ST280 205 
119084 116 Е 
120671 89 
57281 44 
120807 36 
120837 8 
57282 140 
121269 140 
ALS4-428-165 Purchased No 230 Each 409.0000 4 4 
Inserts E zt. 
Location Loc Oty Loc Code 
FP002 409 _ 
114172 18 
117769 391 
AN960C10L NAS1149C0332R Purchased No Each 21.0000 “4 
washer SR Е 2 
Location Loc Oty Loc Code 
ST А 21 
107534 21 


ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE . 
QA Closed: Date: | 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT |22222 ғайлтстабау 000000000001 
Landing Gear General 
m Bending a Bend E Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S Ш BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
Ш Cracks Ш Broken/Damaged Ш inspection Incomplete Part Incorrect Weld 
a Crushed/Crimped. Е Burrs п instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs E Contamination ШЕ Maintenance Part Moved 
Ш Heat Treat Bi Countersink a Mislabeled Positioned Wrong 
Е Inspection Strip іп Tube E Cut Too Short Ш Misread Power Loss/Surge ш Other 
Е Ripples іп Bend m Drill Holes | | Offset 
Ш Torque Waves іп Extrusion Е Drawing E Out of Calibration 
E Turning Sequence Ш Finish Е Out of Sequence 


Ш Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


a Folio 


E Outside Dimensions 


Picklist Print 
October-19-12 12:46:47 PM 


91852 
D3391-013 
Mid Tube Assembly 


Work Order ID: 
Parent Item: 


Parent Item Name: 


AN960C416L 
WASHER 
D2500-1-100 
Skidtube Extrusion 


D3389-1 
Web 


D3391-011 

Fwd Tube Assembly 
D3391-015 

Aft Tube Assembly 
D3591-1 

Bushing 


Purchased 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


No 


No 


No 


No 


No 


No 


October-19-12 12:46:47 PM 


250 
100 
Location Loc Oty 
HALL 161 
50251 3 
82373 57 
с 101 
Location Loc Qty 
LG 9 
85508 5 
86687 
140 
160 
230 
Location Loc Oty 
FP 5 
80377 4 
82027 1 
ST059 38 
57350 1 
83237 37 
Shop Packet Print 


Each 


Each 


Each 


Each 


Each 


Each 


Page 2 


Start Date: 10/18/12 
Start Qty: 1.00 


Required Date: 11/09/12 
Required Qty: 1.00 


0.0000 4 4 
161.0000 1 1 Се | E 
Loc Code 


9.0000 1 
Loc Code І 

0.0000 1 1 

0.0000 қ Е BE 1 

43.0000 d | B 3 | 
Loc Code m 


Page 2 


DQA: . Date: 


NCR: Yes / Мо | WORK ORDER NON-CONFORMANCE / UPDATE ; М 
QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming ‘Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


О FAULTCATEGORY eee CATEGORY 
Landing Gear General 
| Bending E Bend || Grain Ovalized Pressure/Forced 
Ш Centre Not Concentric to O/S Ш BOM/Route Е Hardware Over/Under tolerance Temperature/Cure 
М Cracks N Broken/Damaged E Inspection Incomplete Part Incorrect - Weld 
Ш Crushed/Crimped. Ш Burrs Ін Instructions Incomplete/Unciear Part Lost/Missing Wrong Stock Pulled 
n Cuffs mH Contamination | | Maintenance Part Moved 
Ш Heat Treat Ш Countersink Е Mislabeled Positioned Wrong 
m Inspection Strip in Tube o] Cut Too Short Ш Misread Power Loss/Surge Е Other 
| Ripples in Bend Ш Drill Holes A Offset 
E Torque Waves in Extrusion a Drawing a Out of Calibration 
| | Turning Sequence || Finish m Out of Sequence 


E Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| [Folio 


Ш Outside Dimensions 


. 


Picklist Print 
October-19-12 12:46:47 PM 


Work Order ID: 91852 


Parent Item: D3391-013 

Parent Item Name: Mid Tube Assembly 

D3672-1 Manufactured 
Phenolic Washer 

D3672-3 Manufactured 


Phenolic Washer 


October-19-12 12:46:47 PM 


No - 250 
Location Loc Qty 
FG 6 

85222 6 
ЕР001 2 
80369 2 
ST061 1353 
72229 4 
76277 21 
83608 500 
85222 348 
91325 480 

No 250 
Location Loc Oty 
FG 8 

84432 8 
ST061 1145 
84432 33 
86517 102 
88441 500 
89273 510 
Shop Packet Print 


Start Date: 10/18/12 


Start Qty: 1.00 Required Qty: 1.00 


Required Date: 11/09/12 


Each 1,361.0000 4 4 
Loc Code 

Each 1,153.0000 4 4 
Loc Code 


Page 3 


NCR: 


Yes / No 


Work Order: 


ee наны gece O 


Part No. 


Landing Gear 
Ш Bending 
m Centre Not Concentric to O/S 
Ш Cracks 
Ш Crushed/Crimped. 
Ш Cuffs | 
N Heat Treat 


М inspection Strip іп Tube 
Ш Ripples in Bend 

Ш Torque Waves іп Extrusion 
B Turning Sequence 

н Wave/Twist in Tube 


ООА: 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


U 
Work Order 


General 
a Bend 
| |BOM/Route 
E Broken/Damaged 
Burrs 
E Contamination 
Ш Countersink 
E Cut Too Short 
Ш Drill Holes 
Е Drawing 
N Finish 
N Folio 


Skid-tube 
Machining 


Rework 

Scrap 
se-as-is 
Update 


Thermoforming 
Large Fab 


FAULT SAULT CATEGORY 


Ш Grain 
Ш Hardware 


Ш Inspection Incomplete 
Е Instructions Incomplete/Unciear 


a Maintenance 
Ш Mislabeled 


Ш Misread 
Ш Offset 


Ш Out of Calibration 
Ш Out of Sequence 


Crosstube 


comport: 


QA Closed: 


AGAINST DEPARTMENT/PROCESS 


Small Fab 
Finishing 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Engineering 
Quality 
Other 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other 


an Outside Dimensions 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


Picklist Print 


Page 4 
October-19-12 12:46:47 PM 
Work Order ID: · 91852 
Parent Item: D3391-013 Start Date: 10/18/12 Required Date: 11/09/12 
Parent Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
D3681-1 Manufactured N° 160 Each 116.0000 12 12 
Spacer | — = жаи 
Location Loc Oty Loc Code 
LG 106 
80361 1 
87611 105 
LG001 10 
68958 2 
69893 2 
71845 2 
74874 1 
76004 1 
77501 2 
MS27039C1-09 Purchased No 250 Each 104.0000 4 4 
SCREW ЖЕЛЕККЕ Ee = TERM 
Location Loc Oty Loc Code 
ЕР002 12 Жүз 
17831 12 
57293 92 
116290 92 
MS27039C4-08 Purchased No 100 Each 138.0000 4 4 
SCREW T ——À LRL 
Location Loc Oty Loc Code 
310 А 50 
122452 50 
ST310 88 _ 
122141 88 


October-19-12 12:46:47 PM Shop Packet Print BC = Раре 4 


: DQA: . Date: * 
WORK ORDER NON-CONFORMANCE / UPDATE > 
QA Closed: Date: | 


NCR: Yes / No 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Rework Skid-tube 
Part No. Scrap Machining 
Thermoforming 
Large Fab 


Crosstube Water Jet 
Small Fab 
Finishing 
Composite 


Engineering 


Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 
Supplier 


Use-as-is 


NCR No. Work Order Update 


으수 aime Earl" SEES 
FAULT AULT CATEGORY eee 


Landing Gear 


Е Bending 


Ш Centre Not Concentric to O/S 


E Cracks 


Crushed/Crimped. 

Ш Cuffs 

= Heat Treat 

m Inspection Strip in Tube 
Ш Ripples in Bend 

Ш Torque Waves іп Extrusion 
Е Turning Sequence 

и Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
| Bend 
| |BOM/Route 
E Broken/Damaged 
ІК Burrs 
E Contamination 
E Countersink 
|| Cut Too Short 
Ш Drill Holes 
| Drawing 
| [Finish 
| Folio 


Ш Сгаіп 

и Hardware 

E Inspection Incomplete 

Ш Instructions Incomplete/Unclear 
Ш Maintenance 

a Mislabeled 


m Misread 
| [Offset 


a Out of Calibration 
Ш Out of Sequence 
B Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


: D33231-011 
FWD TUBE ASSEMBLY 


D4095-051 
WEARSHOE 
REF 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
4PL 


PART NUMBER 


ЗЕДІ. WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 


Q0.438 0300 


MS27039C4-12 SCREW 
03672-3 WASHER 

AN960C416L WASHER 
4PL 


D3391-013 
MID TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


4- 
WEARSHOES рэр 


AFT TUBE ASSEMBLY D 


D4095-041 
WEARSHOE 


ZN 


D3391-041 ҒІ.ОАТ SKIDTUBE ASSEMBLY PARTS LIST 


DESCRIPTION 

D3391-041 FLOAT SKIDTUBE ASSEMBLY 
03391011 FWD TUBE ASSEMBLY 
03391:013 ㆍ MIO TUBE ASSEMBLY 
3391-015 AFT TUBE ASSEMBLY 
03591-1 BUSHING 
03572-3 
04095-041 WEARSHOE 
4295-043 WEARSHOE 
D495-045 WEARSHOE 
D4 395-047 
4395-049 
4595-051 WEARSHOE 

А fem. ANIC4A BOLT 

: АМЗСБА BOLT 

АМЭСТА BOLT 
AN360C 101 
М827039С4-127 | SCREW 
ANS60CA16L WASHER 


D4095-045 
WEARSHOE 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
20PL 


AN960C10L WASHER 
6PL 


A 
/\ 4? 


3391-041 ASSEMBLY 


урон Aiarza 


GENERAL NOTES 


1) 
2) 
3) 


4) 
5) 


6) 


7) 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART 051 005 4.3 


COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 


A 


AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 


TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

UNITS: INCHES UNLESS OTHERWISE NOTED 

USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL @0.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. ' 

FIT D4095-041 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 

FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL £20.50 HOLES FROM SADDLE TO D4095-043 


D4095-043 i 
WEARSHOE | 
| 


AN == D4095-047 
WEARPAD 
REF | ' 
D4095-049 с 
AN3C6A BOLT WEARPAD 
REF 


ANQ60C10L WASHER 
4PL 


AN3C7A BOLT 
ANS960C10L WASHER 


REMOVE GASKETS AND REPLACE ALL WEARSHOES; 
PARTS LIST UPDATE, ZN A8-1, ZN A8-2, ZN А6-4, 

1 ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 
ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, 
ZN 664, 82-4, C7-8, C3-8; REMOVED HOLES, ZN D6-4 


XOF 11.10.13 
ZN 02-4, ZN 07-8, ZN D3-8 


DRAWING UPDATED TO CURRENT STANDARDS. 
SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 
н WAS 4 PL. ADDED @0.499 DIM AND D3591-1 BUSHING. AJ 08.08.20 
SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 Ø0.438 DIM да 8 
WAS 4 PL. ADDED 90.499 DIM AND D3591-1 BUSHING. 
(FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
G SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET 
REMOVE FWD SADDLE HOLE -011/-021 


5 
DC 07.07.31 


E PH 07.01.18 


ДЕ | CHANGE TOLERANCE, EASE MANUFACTURE 
D | UPDATE TOLERANCE, CHANGE HOLE SIZE PH | 06.01.23 | 
LENGTHEN AFT EXTENSION і 05.09.27 
| в | DRAWING UPDATES 


PH 
PH 
PH 
j BY 
DART AEROSPACE USA, INC 
KENT, WA ^ 
CHECKED ЕС DRAWING МО. REV. 1 
MFG. APPR. ЕЕ 03391 SHEET 1 OF 8 
japproveo | 7 |тте 
[ОЕ АРРА. | ШІ. |412 FLOAT SKIDTUBE 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, ING 
11.10.13 


NEW ISSUE 05.02.07 
DESCRIPTION DATE 


THIS DOCUMENT IS PRIVATE ANO CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THATIT IS 
NOY ТО BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


3 2 1 


D 
SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 

— D3391 02t SEAL-WITH SIKAFLEX-241/-291 
ㆍ TRANSFER DRILL THRU 03391-023 WEARSHOES. ааа 03391025 
T D3391-021 OPEN TO MID TUBE ASSEMBLY AFT TUBE ASSEMBLY, 
20.438 0000 
сі TRANSFER DRILL THRU с 


D3391-021 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


04С95-051 
WEAF:‘SHOE 


D3331-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


QTY | PART NUMBER DESCRIPTION | 
оз. | 
E ! D3391-043 FLOAT SKIDTUBE ASSEMBLY | 
N ] 1 
| D3391-021 | FWD TUBE ASSEMBLY 
i D3391-023 MID TUBE ASSEMBLY 
| D3391-025 | AFT TUBE ASSEMBLY i 


BUSHING 
WEARSHOE 
WEARSHOE 
WEARSHOE 
WEARPAD 
WEARPAD 


84095051 WEARSHOE 
|20364& BOLT 
ТАМЗСЄА BOLT 1 


ГАМЗС?А вот o 7 
ГАМ960С101. WASHER | 


GENERAL NOTES 


e= D4095-047 
WEARPAD 


BE REF REF 
AN3C4A BOLT CASO 7i 
|: AN960C10L WASHER D4095:041 ZN D4095-049 
T 4PL WEARSHOE AN3C6A BOLT Er 
D4095-045 AN3C4A BOLT F AN9B0C1OL WASHER а аны AN 
WEARSHOE AN960C10L WASHER 6 PL AN3C7A BOLT 


20 PL 


AN960C10L WASHER 


A 4 PL .^ [B 


D3391-043 ASSEMBLY 


CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 

POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 IN 

2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 
AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 

3) TOLERANCES: PER DART QS! 018 UNLESS.OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

6) FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL £0.50 HOLES FROM SADDLE TO D4095-041 

7) FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 


1) FINISH: 


joesicn | PH | DART AEROSPACE USA, INC 
[влум or | KENT, WA 
снесе LII 


MFG. APPR. 7— une 
APPROVED 


J | tire 


REV. | 
SHEET 2 OF 8 


== DE APPR. — A F |412FLOAT SKIDTUBE 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
11.10.13 ERREUR M ADR RED нон ин ио ae asa D ETE 
pie apport 
6 5 4 3 + 2 1 


4.250 
30.1 
DIST TO CENTER OF BEND B c 


D3391-1 CUTTING DETAIL 
(MAKE FROM 06013-047 SKIDTUBE MATERIAL) 


03.750 
REF 


3.460 
REF 


SECTION A-A 
SCALE 2X 


5 4 3 2 1 
R30.042.0 5 
4.250 
37 
13* REF | Z7] REF 
130 
з DISTANCE ТО 
TANGENT POINT 
D3391-011/-021 BENDING DETAIL 
— . (MAKE FROM 03391-1) z 
R0.031 3.3003 00 
03.750 
REF 
93.460 
3.59079 925 
23.460 03.750 
REF 52 
хы) | 68729939 | | L— 12922 224 2— 
SECTION BB SECTION C-C & B 
SCALE 2X SCALE 2X 


0.500 4.250 HELEASE B 
n [e 2 R 2011-11- 04 ) 


4.250 
КЕР H- joesicn | рн | DART AEROSPACE USA, INC R 

VIEW 2-2 : fORAWN — | br | KENT, WA 

SCALE 2X існекео | 1%. [oRAwine No. REV. 
МЕС. APPR. | My) | 03391 SHEET3 OF 8 
farproveo | ANT. | nme SCALE 
bue [= arzrtonr surge А “қы 
DATE ves ooon COPYRIGHT © 2005 BY DART AEROSPACE USA. INC 

ШКАЕВИЕЕ ыы eee 


| 6 5 4 3 2 1 
. 
20.000 
| 4:000 5 EQ. SPACES 
| 2.000 4.000 PITCH 8.000 
| 279 


DRILL #4 (130.209) 


DRILL #4 (20.209) 
4PL 


4.000 4PL 


2.000 
0.500 


0.500 


| DRILL THRU 21/64" (00.328) DRILL THRU 21/64" (20.328) 
i 9PL 20.5640 4PL 90.640 
! CSINK 20.438 x 45% C'SINK 20.438 x 45° : 
| DRILL @0.297 х DRILL (20.297 725 
| (BOTH SIDES) 10 PL (DISTANCE TO FWO . (BOTH SIDES) 10 PL (DISTANCE TO FWD 
! SADDLE HOLE, REF) SADDLE HOLE, REF) 
! 53391-011 DRILLING DETAIL 03391-021 DRILLING DETAIL 
| INSTALL D3670-4200 SPACER 
INSTALL 03670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 d GRIND FLUSH 
GRIND FLUSH PRIOR TO PAINTING 
| PRIOR TO PAINTING 4PL 
INSTALL INSTALL 
DETAIL 0 AELS-1032-225 DETAIL D AELS-1032-225 
| AFTER FINISH AFTER FINISH 
| 10 PL 10 PL 
4095-051 4095-051 
WEARSHOE ECT IN WEARSHOE A 
| : АМЗСДА BOLT A AN3C4A BOLT 
B ANS60C10L WASHER AN960C10L WASHER i B 
03391-011 ASSEMBLY DETAIL 6 PL 03391-021 ASSEMBLY DETAIL. §PL 
3391-011 ASSEMBLY DETAIL. 3391-021 ASSEMBLY DETAIL. 
- SEAL WITH 
SIKAFLEX-241/-291 
= ^. T 
)ECEASE 
D3391-)11/-021 FWD TUBE ASSEMBLY PARTS LIST AN3C4A BOLT 
D3672-1 WASHER Vv 2001 -11- 0 & L 
AN960C10L WASHER 
4PL / 
| D3401-041 | 
| TOW CAP 
DETAL О oesicn | рН "| DART AEROSPACE USA, INC л 
SCALE 2Х | jORAWN — [|  xbF | KENT, WA 


[ecen “| 7,44  [ORATWNGNO- REV 1 

|wc arn. | “AK | 3391 SHEETAOF 8 

APPROVED | Ag) TME І SCALE 

[DEAPPR. | = |412 FLOAT SKIDTUBE NTS 
rne ра 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
11.10.13 


тиз OCCLAENT єз PRIVATE AND 


| ANS6OC TOL 
AELS-1032-225 


MS27039C4-08 SCREW 
D3672-3 WASHER MEETS DUE 
D3391-013 MID TUBE ASSEMBLY % AN960C416L WASHER у 
É 1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH foe aper | “BR 1412 FLOAT SKIDTUBE 


| & 7 6 5 4 3 2 1 


i 
| 
| 7.000 
| 1.750 90.438 5.250 
| N TYP А 1.750 
b Y 
YS D 
0.70010 
t 
@0.188 
i +0.00 
| DISTANCI s REFER TO 0.70010 
t ЕТО DETAIL К 
X P FWD END OF 
ТД D33891 wes REFER TO €£—- М 
| xe DETAIL J DISTANCE TO 
| END OF WEB 
h x 4.19 
: DETAIL E : . REF 
| БЕТА DRILL THRU 21/84" (20.328) ; DETAIL K 
| CSINK 0.438 X 45° (BOTH SIDES) . і SCALE 4X 
і SCALE 4X NOEL 
| Я 
i 1 
B : WELD INTO PLACE 
! 나 vier & GRIND FLUSH 
1 (BOTH ENDS) REMOVE 0.225 
| FROM TOP AND BOTTOM 
| TO 3.800 
| ca (0.7 FROM BOTH ENDS) 
| cs] DRILL 20.297 : 
4 #0250 INSTALL AELS-1032-130 INSERT REMOVE 0.030 
i. aal FINISH ; FROM TOP AND BOTTOM 
i ™ | TO 3.610 "n 
i SECTION G.G SECTION Н.Н 12 PL SECTION Х.Х DRILL 20.297 SECTION Y-Y 
| SCALE 5X SCALE 5X SCALE 5X INSTALL AELS-1032-130 INSERT SCALE 5X 
: MS27039C1-09 SCREW 
te D3672-1 WASHER 
в АМ960С10І. WASHER B 
i AFTER FINISH 
| 03391413 MID TUBE ASSEMBLY PARTS LIST АВЕ 
Грззәтбїз______[Мїб TUBE ASSEMBLY F 
ee E oec. 0] 
| 02500--10 ^] EXTRUSION 
D3389-1 — WEB 
| D3572-1 WASHER ӨҢ tied SECTION LLL 
53672-3 WASHER . DETAIL E SCALE 5X 
|03817 ^ ^ TlSPACER | SCALE NONE 
: AELS-1035-130 INSERT 
: ALS4-228-165 
: ANSGOC TOL 
A ANSSOCA16L n 


M$S27039C 1-09. DRILL 20.391 
MS27039C4.08 | SCREW | INSTALL ALS4-428-165 INSERT 


2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER ОЗІ 015 4 PL SECTION L-L DATE 
3) WELDING: PER DART QSI 004 SCALE 5X 11.10.13 


8 7c 6 i 5.5 | 4 3 


6 5 4 3 2 1 
99.50 
91.500 
| @0.438 7.000 
I 88.000 4 5.250 
| 72.500 TYP 
i 1.750 
70.750 Y 
H 
| 62.500 
50.500 
| 36.500 
Е | 22.500 aa 
ТҮР 10.500 0.70510 
DISTANCE TO REFER TO | 
FWD END OF _ DETAILI O 
D3389-1 WEB е = — Y 
: — — 
0.50 [= H G DISTANCE TO 
Хо END OF WEB 
REFER TO 419 
pow DETAIL K REF 
DETAILS DRILL THRU 21/64" (20.328) ES EE 
SCALE 4X СІМК 0.438 X 45° (BOTH SIDES) 2 
өрі. 
3391-023 ASSEMBLY DETAIL 
| WELD INTO PLACE 
d tatters & GRIND FLUSH 
7 (BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
"E (0.7 FROM BOTH ENDS) 
S DRILL 20.297 
~ | INSTALL AELS-1032-130 INSERT REMOVE 0,030 B 
AP TER FINISH FROM TOP AND BOTTOM 
Е ТҮР TO 3.610 
SECTION 6-6 SECTIONHH 5р1 SECTION XX SECTION ҮҮ 
SCALE 5X SCALE 5X SCALE 5X SCALE 5X 
3391-023 MID TUBE ASSEMBLY PARTS LIST [ 4 50 DELEAS E 
DESCRIPTION 
011-11-04 
MID TUBE ASSEMBLY 
EXTRUSION з 
WEB 
20 — | RELS-1032:138 INSERT pesev | - 먼 i DART AEROSPACE USA, INC Ж 
існеско/ || i DRAWING NO. REV. | 
| МЕС. АРРА. | “М |03391 SHEET6 OF 8 
3391-023 МЮ TUBE ASSEMBLY APPROVED |, Apa? _| TITLE SCALE 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION ОЕ АРРА | — 412 FLOAT SKID WIS 
: 2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER 051015 DEAPPR |g |412 8 Е ТЕВЕ a | 
3) WELDING: PER DARTOSI 004 КЕТЕР ее DA DE RRRS 
Y B e WRITTEN PERLE PON FROM DART ACROSPACÉ USA, ORC. 
8 7 6 5 24 


3 2 1 


36.435 
TO TAPER 


MACHINE CONSTANT 


DETAIL V 
TAPER FROM 23.750 


TO 23.200 CHAMFER 
30°Х0.060 DEEP 
7.500 
43.3 DRILL #4 (@0.209 
0.200 REF 2PL | ! 
REF 6.500 DIST TO CENTER OF BEND 
VIEW BB-BB 
SCALE 4X 
88.93 DETAIL V 
D3391-3 AFT DRILLING AND CUTTING DETAIL SCALE GX 
«0.000 (MAKE FROM D6014-090 SKIDTUBE MATERIAL) 
1.526 5 030 
; | - 0.200 — - 0.68770 010 
23.000 03.000 03.000 3.000 
2 3.300 REF 3.520 © REF REF 
93.750 Xe 023.750 93730 Nd @3.750 
03. REF 
REF REF К0.062 REF 23.200 
SECTION ДА-АА SECTION N-N SECTION P-P SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6X SCALE 6X SCALE 6X SCALE 6X 


4/577 | 600 
Л (зил он 


ране KENT, WA 
MIEW WW [recreo | 0 J oRAWING NO. REV. | 
SCALE 4x luec een |" NA. | D3391 SHEET? OF 8 


DETAILS 
SCALE 4X 


japproveo | Ay] mme SCALE 
Tio [pamm | “$f |412 FLOAT SKIDTUBE NTS 
` QC QUANT PUN METAL ARD E TME қық 


А 


36.000 
9 EQ. SPACES 
4.000 PITCH 


4.2%0.25 м 


DRILL THRU 21/64" (20.328) 
14 PL 


DRILL THRU 21/64" (20.328) 


: 4PL 
94 DRILL 990,297 CSINK 00.438 X 45 әл REF CSINK 0.438 X 45° 
DISTANCE BETWEEN HOLE AND 22PL ОТН SIDES; с 

WEEN HOLE AND е ) DISTANCE BETWEEN HOLE AND (BOTH SIDES) 


53.7 TANGENT POINT 


102391:015 BENDING AND DRILLING DETAIL D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW} (SEE CBORE OETAIL BELOW) 
INSTALL 03670-4200 SPACER INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOSOND 6398 SEAL WITH MAGNOBOND 6398 { 
GRIND FLUSH GRIND FLUSH | 
PRIOR TO PAINTING PRIOR TO PAINTING 
14 PL 


084 с 
Р (NO CBORE] (NO CBORE) 
A С5> cni 
04095-049 D4095-049 
WEARAD D4095-047 WEARPAD 04095-047 
03391:015 ASSEMBLY AND CBORE DETAIL a. WEARPAD КЕРМЕ WEARPAD 
(SEE TABLE) ANSCSA BOLT 너 
AN960C101. WASHER ABA BOLT А ANQ6OC1OL WASHER АМЗСАА BOLT A 
; ANSBOCTOL WASHER 
: 4PL AN9G0CIOL WASHER oe 


4Р1. 
4PL 


03391-015/-025 AFT TUBE ASSEMBLY PARTS LIST D3391:025 ASSEMBLY AND CBORE DETAIL 


PART NUMBER DESCRIPTION (SEE TABLE) 
| |. | 0331-015 AFT TUBE ASSEMBLY 


АЕТ TUBE ASSEMBLY 


SEAL WITH 
SIKAFLEX-241/-291 


AFT САР 
SPACER 


DRILL 20.391 

CBORE 00.518 X 0.040 DEEP 
INSTALL ALS4.428-165 INSERT 
АРІ 


AN3C4A BOLT 
03872-1 WASHER 
ANSG0C10L WASHER 


LEASED” 


| „БУ С -10-04 


| 
|cHECKED |24. |DRAWINGNO. REV. | 
МРС. APPR. |^ W 03391 SHEET 8 OF 8 


SCALE 


INSERT 7 N 


INSERT 
INSERT SECTION UU 
BOLT ㆍ SCALE 3X 


CBORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-QXX AFTER FINISH AS NOTED 


CBORE 


PN 


D3391-026 


£20.430 X 0.170 
20.430 X 0.170 
20.430 X 0.040 
NONE К 


AELS-1032-225 
AELS-1032-130 
AELS-1032-130 
AELS-1032-130 
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